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[57] ABSTRACT 
A method of densifying a fumed metal oxide is disclosed 
wherein the metal oxide is converted to a ?owable sol 
and then dried to form a fragmented solid which is 
calcined. The calcined oxide may be wet milled to pro 
vide a slip for casting articles such as fused silica cruci 
bles used in melting silicon. 
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METHOD OF DENSIFYING METAL OXIDES 

BACKGROUND OF THE INVENTION 

This invention relates to a method of densifying 
fumed metal oxides, and to the use of such densi?ed 
oxides in forming slip cast articles. 
A “fumed” metal oxide is a ?nely divided material, 

such as silica, that may be prepared by either a vapor 
phase oxidation or a combustion process. In a typical 
vapor phase process, vapors of a metal compound, such 
as silicon tetrachloride (SiCl4), are thermally converted 
in the presence of moisture to the corresponding oxide, 
e.g. silica. In a combustion process, a combustible metal 
compound, such as a silicon halide or halosilane, is 
burned to produce the oxide. The former process is 
described, for example, in US. Pat. No. 2,272,342 
granted Feb. 10, 1942 to J. F. Hyde, and US. Pat. No. 
2,268,589, granted Jan. 6, 1942 to J. A. Heany. The 
latter process is described, for example, in US Pat. No. 
2,823,982, granted Feb. 18, 1958 to O. Saladin et al. 
The oxides thus obtained are conventionally ?nely 

divided, low density, fluffy materials characteristically 
having an average particle size in the range of 10 to 50 
millimicrons and a surface area in the range of 100 to 
400 m2/ gram. Typically, the particles are agglomerated 
in clusters reminiscent of grape clusters. Such oxide 
materials are widely used as additives in paints, rubber 
products, and other organic materials. 

It has been recognized that such fumed oxides are 
highly active, and that glass-forming oxides can be con 
solidated to solid glass bodies below normal melting 
temperatures. The processes mentioned provide conve 
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nient means for obtaining high purity glass components - 
by starting with high purity materials. Thus, the purity 
of the component, and hence the glass, is dependent on 
the purity of the materials processed. High purity 
glasses may be de?ned as containing no more than ten 
parts per million (ppm) alkali metal ions, less than one 
ppm transition metal ions, and less than twenty ppm 
total metal impurities, that is, metals exclusive of any 
intentionally added dopants. 
One need for such high purity glasses occurs in melt 

ing crucibles used by the semiconductor industry. In 
particular, high purity silica crucibles are desired for 
melting and drawing silicon. Such crucibles may be 
produced by silica deposition on a mandrel to form a 
preform, followed by thermal consolidation of the pre 
form as described, for example, in US. Pat. No. 
3,741,796, granted June 26, 1973 to Jack Walker. Alter 
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natively, such crucibles have been produced by commi- - 
nuting fused quartz, suspending the particles in a casting 
medium, and forming the crucible in a plaster mold by 
conventional slip casting practice. This procedure, 
while widely practiced, has the drawback that most 
quartz raw materials do not meet high purity standards 
without puri?cation, as by leaching. 

It would therefore be desirable to use fumed oxides, 
especially fumed silica, to form shaped bodies such as 
crucibles. However, it is very dif?cult to form clear, 
homogeneous bodies by vitri?cation of green bodies 
compressed from these ?uffy materials by ordinary 
pressing or pelletizing techniques. Furthermore, they 
do not lend themselves, in their low density form, to 
mixing with the vehicles normally used for slip casting. 
It is therefore a primary purpose of this invention to 
circumvent these problems by providing a method of 
densifying fumed metal oxides, especially silica, 
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2 
whereby such oxides can be successfully employed in 
the production of slip cast articles, as well as for other 
purposes. 

PRIOR ART 

In addition to art already mentioned, US. Pat. No. 
3,762,936, granted Oct. 2, 1973 to R. K. Iler, discloses 
use of a mechanical mixer to form a slurry or suspension 
of silica-boric oxide mixtures, and US. Pat. No. 
3,799,754, granted Mar. 26, 1974 to Ian M. Thomas, 
discloses drying and calcining a gel material to produce 
a lead borosilicate glass precursor which melts below 
860° C. With respect to use of a typical fumed silica, the 
Iler patent discloses that, while such material is suitable, 
it is less practical than other materials disclosed for the 
purposes of the patentee. 

SUMMARY OF THE INVENTION 

Our invention then is a method of densifying a fumed 
metal oxide which comprises mixing the oxide with a 
polar liquid to form a ?owable colloidal suspension in 
the nature of a sol, delivering the sol from a container in 
a ?owable state, drying the sol to form a fragmented 
solid, and thereafter calcining the fragmented solid to 
densify the fragments. In a preferred embodiment, the 
oxide is fumed silica and the solid silica fragments that 
form on drying are calcined within the temperature 
range of ll50° C. to 1500" C. -In accordance with an 
other facet of the invention, such silica, or other oxide, 
may be milled to an appropriate size, suspended in a 
known casting medium, and slip cast in a mold to pro 
duce a crucible shape that is then consolidated to a high 
purity oxide crucible, such as the familiar silica crucible 
used for silicon wafer production. 

GENERAL DESCRIPTION 

Fumed metal oxides may be produced by known 
procedures including the vapor phase and combustion 
procedures referred to earlier. Silica is, of course, the 
oxide of present commercial signi?cance, and hence the 
invention is described with reference to that oxide. 
However, it will be appreciated that various metal ox 
ides, particularly those of Groups III and IV metals, are 
amenable to the procedure of the present invention, and 
that such oxides may be employed in combination as 
well as singly. Speci?cally, an aluminae-doped silica is 
of particular interest. 
Referring speci?cally to fumed silica, we have suc 

cessfully used material collected as a porous preformed 
shape and then crushed. This material has a surface area 
of about 50 mZ/gram and approaches the maximum 
particle size that can be readily suspended for subse 
quent operations. In general, fumed silica having a sur 
face area greater than 500 mz/gram is not available and 
would present dusting and other handling problems in 
any event. Accordingly, we prefer materials with a 
surface area in the range of 100 to 400 mZ/gram. 
The fumed oxide may be mixed with any readily 

available polar liquid. Water is, of course, the liquid 
normally chosen, but other polar liquids such as the 
simple alcohols, might be employed if desired. In mix 
ing, the liquid may be added to the powder, or vice 
versa, as desired. In any case, we prefer to use a closed 
mixer to avoid dusting. This permits the liquid to be 
added prior to mixing, or, in part at least, as a spray 
during mixing. 

If a dry material such as fumed silica is added to wa 
ter, the two may be manually mixed until the suspension 
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becomes too stiff to permit further addition. By this 
procedure, we ?nd that a maximum content of about 10 
to 12% solids may be incorporated in an aqueous sus 
pension. 

Alternatively, the total solids content, as predeter 
mined, is added to a conventional mixer, such as a pad 
dle or sigma blade type mixer. The water may then be 
added in total, or over a period of several minutes dur 
ing mixing. Initially, the solid silica powder appears as a 
damp powder. Suddenly, however, as the air is worked 
out and the silica becomes thoroughly wetted, the mix, 
rather than granulating, forms a thin ?uid mass of pale 
milky color which has a viscosity on the order of a few 
hundred centipoises and which is readily ?owable. 
The amount of solids added by this alternative form 

of mechanical mixing depends on the nature and speed 
of the mixing. We ?nd that, with what is known as a 
high shear type mixer, we can incorporate up to about 
45% solids. However, such a maximum solids suspen 
sion begins to set up very quickly. Accordingly, we 
generally prefer to add a maximum of approximately 
30% solids. 
The colloidal suspension (sol) thus prepared must 

now be completely dried. As the suspending medium, 
usually water, is removed, the sol tends to ?rst stiffen 
and then become rigid. It also shrinks and breaks into 
chunks or fragments as it dries. It will be appreciated 
that the higher the solids content in the sol, the less 
liquid that must subsequently be removed. 

It is, however, a key feature of the invention that a 
fumed oxide is dispersed in a liquid to form a flowable 
sol, and that such sol be delivered from a mixer or other 
container in a freely ?owable form preparatory to dry 
ing. While the viscosity may become as great as about 
3,000 centipoises without totally impairing ?owability, 
such ?ow will be very slow. Accordingly, in order to 
achieve the optimum bene?ts of the present invention, 
as hereafter described, we prefer to bring a sol to a 
viscosity below about one thousand centipoises for 
pouring. 
There is a tendency for the viscosity of a sol to in 

crease, on standing, from the usual as-mixed value of 
200 to 300 centipoises up to a point where the sol sets 
and can not be poured. Hence, if a sol must be held for 
a length of time before further processing, some provi 
sion may be necessary for either extending shelf life, or 
for redispersal. Thus, it has been found that a sol that 
has set up can again be rendered ?owable by remixing. 
We have found that prolonged mixing time, either 

initially or after a suspension has set up, will reduce the 
viscosity and lengthen the time required to set, that is, 
extend shelf life, providing other factors are maintained 
constant. Among such other factors, a very important 
one is temperature of the suspension. Thus, raising the 
temperature of a mix from 25° C to 60° C. may reduce 
set time from several minutes to several seconds. Ac 
cordingly, if any appreciable mixing time is employed, 
the material must be cooled because an appreciable part 
of the shear energy is dissipated as heat. It is our belief 
that viscosity in a given sol is a function of the degree of 
polymerization which, in turn, is dependent on tempera 
ture, degree of shear, and time. 

It is known that silica gels tend to shrink in size and 
break into rather large chunks on drying. We ?nd that 
such chunks, after calcining, are undesirable for slip 
casting purposes because of the milling time required to 
reduce them to casting size. In general, the average 
particle size of silica should be in a range of one to ten 
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microns for conventional slip casting. This size range is 
roughly equivalent to a surface area of one to two 
ml/ gram. 
We have found that it is most advantageous to have 

fragmented particles not over about one quarter inch in 
cross-section, and preferably about one eighth inch, for 
milling. We have further found, quite surprisingly, that 
the fragment size produced by drying may be depen 
dent on the cross-section of the body being dried. Thus, 
if a sol is poured out onto a two foot square drying sheet 
to a depth of about one eighth inch, then the sol will 
shrink as it dries and tend to dice or fragment into a 
vmultitude of small particles about one eighth inch 
across. These may then be calcined to provide optimum 
size particles for grinding. 
The preferred drying technique is to expose the sol to 

drying conditions in a form having a cross-section not 
over one eighth inch, and to maintain such limited 
cross-sectional dimension during drying, or at least until 
the sol becomes rigid and separates into particles. This 
technique may be carried out in a variety of different 
ways. Thus, the sol may flow through one or more 
small ori?ces, preferably under pressure, to produce 
elongated streams in the nature of noodles or spaghetti 
which rigidify in such form and break into short cylin 
drical lengths if exposed to sudden heat as they emerge 
from the forming ori?ces. 
An alternative procedure is to spread the sol over a 

heated casting table or plate to a desired depth, say an 
eighth inch or so. As the sol becomes heated, it loses 
liquid and becomes rigid. As the material shrinks due to 
liquid loss, it tends to dice into small pieces ready for 
calcining. For a continuous process, the sol may be 
delivered onto an endless moving belt which may be 
heated as by passing through a tunnel heater or over a 
heat source. The diced material may then be collected 
in calcining trays off the belt as it passes over a roller to 
reverse its path. 
The rate of heating may be varied connsiderably. 

Preferably, the material in the liquid state is maintained 
below its boiling point to avoid splashing and/or drying 
of the material in chunk form. The material must be 
rigidi?ed and diced in this drying, but need not be com 
pletely dried. Thus, ?nal moisture removal may come 
during the subsequent calcining if desired. 
The diced material, produced by drying as described 

above, is now calcined to densify it preparatory to 
grinding. This may be carried out in any conventional 
heat treating furnace, although we prefer to use an 
electrically heated unit to reduce residual water content 
in the calcined material. The calcining treatment re 
quires a maximum temperature in the range of 1150° C. 
to 1500° C. with the time ranging from about 10 minutes 
at high temperatures to an hour at low temperatures. 
The densi?ed material thus produced may then be 

wet or dry milled, e.g., in a ball mill,, depending on the 
manner of use. For slip casting, it is customary to mill in 
a liquid until the average particle size is in the range of 
one to ten microns. This powder is suspended in a suit 
able casting medium and poured into casting molds in 
conventional manner. The cast body is then ?red in 
known manner to produce the desired end product. In 
the-case of a silica crucible, the maximum firing temper 
ature is in the range of 1800° C. to 1900“ C., and the 
?red body is a vitreous silica crucible. 
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SPECIFIC DESCRIPTION 
The invention is further described with reference to 

speci?c embodiments, it being understood that these 
merely illustrate various facets, rather than limit the 
scope, of the invention. 
The examples given below describe the inventive 

method as applied to densi?cation of fumed silica with 
or without dopants, it being within the skill of the art 
then to ascertain any speci?c modi?cations necessary to 
extend such practices to other suitable oxides. 
As indicated above, there are various sources of 

fumed silica. Our work has largely involved materials 
available from the Cabot Corporation, Boston, Mass, 
two particularly useful materials being Cab-O-Sil MS-7 
and EH-S. These materials are very light and fluffy, and 
are technically characterized by their surface area and 
by their bulk density. The material identi?ed as MS-7 
has a speci?c surface area of about 200 mZ/gram and a 
bulk density of about 4 lbs./cu.ft.; that identi?ed as 
EH-5 has a speci?c surface area of 400 mZ/gram and a 
bulk density of 2 lbs./cu.ft. 

EXAMPLE 1 

A suspension or sol of MS-7 fumed silica and water 
was produced by mixing 400 grams of silica with 3100 
grams of water to form a sol containing 11 to 12% 
solids. The water was placed in a fused silica container 
to insure purity retention, and silica was added while 
manually stirring with a plastic spatula over a period of 
about 20 minutes. This represented about the maximum 
amount of silica that could be suspended by manual 
mixing to produce a ?owable sol. 
The crucible was covered and placed in a drying 

oven at 125° C. for a period of 36 to 48 hours to com 
pletely remove the water. The thus dried material had 
broken up into irregular pieces varying from about a 
millimeter to several centimeters in cross-section. The 
crucible and its contents were then placed in a calcining 
chamber for a half hour at 1250‘ C. to densify the parti 
cles. The calcined material was then placed in a ball mill 
for crushing to an 8 to 10 micron average particle size 
for slip casting. It was observed that there was a ten 
dency for the larger chunks to act as crushing media 
and not be broken up. Thus, while casting material 
could be produced, the yield was low. 
As an aid in mixing, the procedure above was re 

peated except that, once the silica was dampened, a 
portable electric mixer was used. This lessened the mix 
ing time to about 15 minutes with no appreciable 
change in the resulting so]. However, it was still dif? 
cult to avoid variations in viscosity through the sol, 
presumably due to incomplete breakup of the silica 
clusters or clumps in the fumed material. 

EXAMPLE 2 

The procedure was modi?ed in this case to use me 
chanical mixing, the mixer being a commercial food 
mixer of the paddle type having a four quart capacity. 
Three hundred (300) grams of the MS-7 fumed silica 
were placed in the mixing bowl and water was added as 
a spray during mixing. A low speed was used initially to 
avoid dusting, and the speed was increased as the mate- . 
rial dampened. Mixing was continued for ?ve to six 
minutes and a total of 770 grams water was introduced 
to provide a sol containing 28% solids. This was poured 
into a drying tray to a depth of one to two inches and 
dried overnite. The chunky material thus produced was 
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6 
crushed to pass through a 4 mesh screen and the 
crushed material calcined in a fused silica crucible for 
30 minutes at a temperature of 1350° C. The calcined 
material was then wet milled to provide material of 8 to 
10 micron average particle size in a casting slip. 
As a modi?cation, larger batches were prepared as 

described above except for use of a 20 quart size mixer 
bowl. No difference in material properties was observed 
in the change from the small batch of the four quart 
mixer to the larger batch of the twenty quart mixer. 

EXAMPLE 3 

In this example, the sol was prepared in a closed bowl 
mixer known as a high shear mixer. The mixer is of the 
type described in US. Pat. No. 2,945,634 issued July 19, 
1960 to Henschel-Werke Gesellschaft, and characteris 
tically embodies two sets of ?at blades vertically spaced 
and set at right angles to each other. 

Sixteen hundred ten grams of MS-7 fumed silica were 
combined with 3750 grams of water in the mixer to 
produce a suspension containing about 30% solids. The 
silica was predampened by hand mixing with water to 
reduce its fluffy nature and thus enable mixing a larger 
batch at one time. The dampened silica was placed in 
the mixer and the mixer rotated at‘ 1800 rpm for 30 
seconds. At this point the material suddenly became a 
?owable suspension, as indicated by a sudden decrease 
in power to operate the mixer. Normally, the batch is 
mixed‘ for a full minute to render the suspension viscos 
ity more uniform as well as to thoroughly disperse any 
additive or dopant that is present. 
The suspension, having a viscosity on the order of a 

few hundred centipoises, was poured onto drying trays. 
Each tray had a peripheral barrier about i inch thick 
within which was provided about 2 square feet of ?at 
surface. The tray was ?lled with suspension and set 
over a flat, radiant industrial heater of approximately 
the same surface geometry as the tray. The heater was 
electrically powered and was regulated to heat the 
suspension just below boiling. 
As the water was removed, the pool of silica sol grad 

ually rigidi?ed and fragmented in a pattern resembling 
cracks in a dried mud ?at. Further drying caused the 
rigid material to dice into relatively uniform size parti 
cles about 5 inch in cross section. 
The 5 inch particle size has been found particularly 

suitable for subsequent milling to form a casting slip. 
Prior to grinding, however, the granules are calcined 
for 30 minutes at 1350° C. 

EXAMPLE 4 

A sol was prepared as in Example 3, and a small por 
tion was taken out in a glass tube constricted to provide 
approximately a 150 inch orifice. The sol was delivered 
manually from this tube onto a plate in a sinuous, contin 
uous stream, and the plate dried for 5-10 minutes in an 
oven operating at 110° C. The sol rigidi?ed as before 
and separated into short lengths which, on further dry 
ing, produced i inch cylindrical particles otherwise 
similar to those produced by drying a continuous layer. 

It was apparent that, instead of being collected on a 
plate, the stream could be passed between heated sur 
faces to dry and dice in like manner. 

EXAMPLE 5 

A silica sol was prepared in the same manner as in 
Example 3, except that sufficient ?nely divided elemen 
tal silicon to provide SOD-parts per million in the ulti 
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mate casting glass was added in conjunction with they 
fumed silica. The function of such additive is described 
in the copending application Ser. No. 680,459 ?led of 
even date herewith by P. P. Bihuniak and C. E. Baum 

gartner. ' 

The sol as it dried was homogeneously colored a 

brownish gray, indicating that the silicon was uniformly 
dispersed therein. The batch was mixed in the high 
shear mixer for a full minute to insure uniform dispersal. 

EXAMPLE 6 

An experiment was designed to study the effect of 
temperature on setting time, a time arbitrarily taken as 
that required to reach a viscosity of 1000 centipoises, 
and also the effect of redispersal, on this time. A batch 
was prepared as in Example 3 and two aliquots re 
moved. The amount of silica incorporated was in 

creased to provide about 34% solids. 
Each sample of the sol was allowed to stand in air 

until it reached a viscosity of 1000 centipoises. Then a 
channeled dispersing rod was introduced and rotated 
for a short time under controlled temperature condi 
tions to redisperse the sol. This procedure was repeated 
several times and the time required to reach 1000 centi 
poises was measured each time. The data observed are 

‘set forth below: 

Uncooled Cooled 

Set Set 
Dispersal time time Dispersal time Time 
and temp. (min.) and temp. (min.) 

As mixed 4§ As mixed 4 
5 min. at 37' C. 4} 3 min. at 25' C. l3 
5 min. at 35' C. 8 8 min. at 27‘ C. 17 
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-continued 

Uncooled Cooled 
Set Set 

Dispersal time time Dispersal time Time 
and temp. (min.) and temp. (min.) 
5 min. at 37° C. ll 6 min. at 23" C. 35 

3 min. at 19“ C. 70+ 

These data demonstrate that the shelf life of a batch is 
greatly increased by extended dispersal, provided tem 
perature control is observed. However, even small tem 
perature increases, such as occur in high shear mixing, 
can sharply reduce the setting time of a batch. Thus, it i 
is estimated that a 30% solids batch mixed under con 
trolled cooling conditions has a shelf life of about 20 
minutes, as compared to the 4 to 5 minutes indicated for 
an uncooled mix. 
We claim: 
1. A method of producing a fused silica glass article 

from fumed silica which comprises, 
a. mixing fumed silica with a polar liquid to form a 
flowable silica sol containing up to 45% solids con 
tent, 

b. removing the liquid from the sol to produce a frag 
mented solid, 

0. calcining the fragmented solid within the tempera 
ture range of ll50° C. to 1500° C. to densify the 
fragments, 

d. milling the densi?ed particles with a casting me 
dium to form a casting slip wherein the particles are 
essentially in the range of one to ten microns, 

Ye. casting the slip in a mold to‘form a “cast” body, and 
?ring said cast body at a temperature on the order 
of 1800‘ C. to 1900. C. 

2. A method according to claim 1 wherein the silica 
sol is dried while being maintained in a form having a 
cross section not over one quarter inch. 

3. A method according to claim 2 wherein the silica 
sol is maintained in a thin layer on a heated flat surface. 

I.‘ 1k 1k i t 
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